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[Objective] The adhesiveness of the laminated 
sheet which is used the clothing for the 
sports , in the paper diaper . the sanitary and 
the medical related field etc, the 
stretchabi I ity and its texture etc are improved. 

[Constitution] The thermoplast icity urethane 
resin the extrusion is done in the film . with 
the roll for example embossing roll the 
lamination • pressure bonding obtains the both 
the laminated sheet and its production method 
where this film does the as needed corona 
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discharge treatment still while being in the 
molten state , the one polyolefin fiber make 
nonwoven fabric at least on one surface side, 
holds down the treated surface onaforement ioned 
f i Im side and. 

[Claim l] The lamination • pressure bonding doing 
the nonwoven fabric which beforehand aoministers 
the corona discharge treatment the 
thermoplasticity urethane resin film and consists 
of the polyolefin fiber and the aforementioned 
film vis-a-vis the lamination plane , the 
laminated sheet which designates that it becomes 
asfeature. 

[Claim 2] The Claim 1 which designates that the 
thickness of the thermoplasticity urethane 
resin film is the 5 to 100 jum asfeature the 
laminated sheet which is stated. 

[Claim 3] The thermoplasticity urethane resin 
the extrusion is done in the film . the 
nonwoven fabric which consists of the polyolefin 
fiber where the said film sti 1 1 whi le being the 
molten state , at leastadninisters the corona 
discharge treatment to the one surface with the 
treated surface as film side the lamination * 
pressure bonding the production method of the 
laminated sheet which designates the thing which 
isdone as feature. 

[Claim 4] The partially changing the strength 
of the aforementioned corona discharge 
treatment . the Claim 3 which designates that it 
administers the process as feature the production 
method of the laminated sheet which is stated. 

[Claim 5] When the aforementioned 
thermoplasticity urethane resin film and nonwoven 
fabric which consist of the polyolefin fiber 
the lamination • pressure bonding doing, with the 
embossing roll the pressing & the pressure 
bonding the Claim 3 which designate the thing 
which is done as feature orthe 4 the production 
method of the laminated sheet which is stated. 

[0001] 

[Field of Industrial Application] As for the the 
present invention . mainly it is something 
regarding the production method of the laminated 
sheet line which is superior in the especially 
texture which consists ofthe lamination of the 
thermoplasticity urethane resin film and the 
nonwoven fabric which are used the clothing for 
the sports . in the paper diaper , the sanitary 
and the medical -related field . 
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[0002] 

[Prior Art] As for the laminated sheet which the 
conventional , this kind thermop I ast i c i ty urethane 
resin film and the nonwoven fabric the adhesion 
is done, on the relation which uses the adhesive 
etc in case of the lamination , as for the 
laminated sheet becoming the state where the 
texture is a littlehard the feel is bad. 

[0003] Namely, The adhesion to do this kind 
thermop I ast i city urethane resin film and the 
nonwoven fabric , The adhesive of the solvent 
system is used the method , It can use the 
method etc which uses the hot melt adhesive 
widely but. With these method which being 
something which uses the adhesive to be. 
Therefore the step and this and the nonwoven 
fabric the lamination the step which the 
urethane film the fi Im manufacture are done 
being separate and naturally the cost up does 
because the adhesive is needed, the texture and 
the water vapour permeabi I ity etc of the 
lamination item mean with the inhibition to be 
done in additionthe apparent weight of the 
adhesive , depending upon the painting state . 
Especial ly when the solvent system adhesive is 
used in. in order to obtain thesuff icient adhesion 
strength . the adhesive becoming the state 
which the impregnation is done in the nonwoven 
fabric . it was difficult to obtain the texture 
and the satisfactory stretchab i I ity wherethe 
laminated sheet is superior. 

[0004] In addition . not making use of the 
adhesive when the thermop I ast i city urethane resin 
in the film the extrusion is donewith the 
molten state , in the same time the lamination 
it does the nonwoven fabric as the method . 
There is also a method which the adhesion is 
done with the film where the thickness is thick 
but. In this case the resin the infiltration 
doing in the gap of the fiber of the nonwoven 
fabric . in order to display the adhesion action 
due to the so-called anchor ( anchor) effect 
the texture and the stretchab i I i ty of the 
laminated sheet to be obstructed. Especially the 
urethane film in order the adhesion it does 
firm inthe nonwoven fabric surface of the olefin 
fiber , also the anchoring effect with respect to 
thenecessity to make the thickness of the film 
thicker becoming large, coming to the point of with 
the inhibition doing the texture and the 
stretchab i I ity depending upon because of that, it 
had become the antinomy relation with the 
adhesion effect and the texture and the 
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[0005] 

[Problems to be Solved by the Invention] Then, As 
for the inventor , In the actual condition an 
above-mentioned way to consider, While the 
adhesion strength the retention the di I igent 
investigation was continued it is doneconcerning 
the lamination bonding technology of this kind 
laminated sheet which the texture and the 
stretchabi I ity which are superior the combining 
is done, Simply without using the adhesive the 
joint surface of nonwoven fabric side when 
contact portion amount of the thermoplast icity 
urethane resin fi Im surface and the fiber which 
the point bonding does the nonwoven fabric , by 
administering the corona discharge treatment to 
be regarded, The laminated sheet . knowledge did 
the fact that with the especially, camp I et i ngthe 
the present invention reached the point of it 
possesses with the firm adhesion strength andthe 
moderate texture andthe stretchabi I ity without 
the hardening doing. 

[0006] Namely, As for the present invention , In 
above-mentioned knowledge to be based. In the 
combination of the thermoplast icity urethane 
resin film and the nonwoven fabric which 
consists of the polyolef in fiber . Being 
something which designates that the firm adhesion 
strength and the laminated sheet and its 
production method which are superior in the 
stretchabi I ity • texture are offered at least the 
joint surface of the said nonwoven fabric by 
beforehand administering the corona discharge 
treatment as the objective to be. Furthermore as 
for the present invention . The aforementioned 
corona discharge treatment the partially is 
administered. Or changing the strength of the 
said corona discharge treatment to strong * 
weakness, the thermoplast icity urethane resin fi Im 
andthe nonwoven fabric which consists of the 
polyolef in fiber the lamination • pressure 
bonding it does, oradministers the corona 
discharge treatment to the said nonwoven fabric 
entire surface or the one part , this the 
partially pressing & the pressure bonding does 
with the holding down roll of the unevenness 
forming roll for example embossing roll etc and to 
the adhesion strength strong * weakness such as 
is acquired is the method . Namely, the adhesion 
obtaining partially firmly, as it increases the 
adhesion strength of the laminated sheet entire 
surface . it is something which offers the 
production method of the laminated sheet 
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which improves the texture , flexibility of the 
laminated sheet by the fact that it reduces the 
adhesion area . 

[0007] 

[Means to Solve the Problems] as for feature of 
the the present invention which conforms to the 
above-mentioned objective . thermoplasticity 
urethane resin film , The lamination pressure 
bonding doing the nonwoven fabr ic which 
beforehand administers the corona discharge 
treatment consists of the polyolef in fiber and 
vis-a-vis the lamination plane of 
theaforement ioned film . the times when it becomes 
to be, In addition, As for the present invention , 
The method which the above-mentioned laminated 
sheet the production is done doing, The 
extrusion it does the aforementioned 
thermoplasticity urethane resin in the film , the 
nonwoven fabric which consists of the polyolef in 
fiber to which the said film still while 
beingthe molten state , at least administers the 
entire surface or the partially corona discharge 
treatment of one surface side it holds down and 
the treated surface on film side the entire 
surface or they are ones which the partially 
lamination • pressure bonding are done with the 
roll . 

[0008] As the above-mentioned thermoplasticity 
urethane resin , polyether system, the polyester 
type and polycarbonate system, the poly lactone 
ester type is the suitabje polyol component , 
according to need the polyol component . the 
polyisocyanate component and the producing it 
is done by the reaction it does the chain 
extender . In addition, when the extrusion doing 
the said thermoplastic polyurethane resin in the 
film , when as forthe thickness., the S.tovlOOv^ni 
is desirable, under the 5 ptm the breakage is 
easyto be done, in addition the 100 ^m exceeds 
becoming thicker, you cansee the tendency that 
the texture of the laminated sheet . the 
flexibility does the decrease . And as for the 
thickness of the especially optimum the one 
where the 10 -to 40 ^m is thin relatively possesses 
with the texture and the flexibility of the 
optimum . 

[0009] Next, it can use the general extruder 
which possesses the T-die and theL die etc the 
thermoplasticity urethane resin as the extrusion 
equipment which the extrusion is done in the 
film .but the nonwoven fabric and the lamination 
■ pressure bonding being done vis-a-vis the film 



ISTA* s ConvertedKokai (tm), Version 1.2 (There may be errors in the above translation. ISTA cannot 
be held liable for any detriment from its use. WWW: http://www. intlscience.com Tel : 800-430-5727) 



JP 96323930 

which comesout of the die by the nip roll 
directly the lamination it is done. This time 
the nonwoven fabric which the lamination is 
done can also make the one surface orthe 
sandwich structure from the both surfaces form 
vis-a-vis the film which the extrusion isdone. 
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[0010] As for the nonwoven fabric which is used 
in the the present invention , The polyethylene 
type which is formed from the polyolef in 
fiber the polypropylene type fiber or 
polyolefin elastomer fiber etc is ideal. 
Furthermore, the surface layer ( shell ) with it 
does for example polyolefin system, the 
multicomponent fiber of the polyester and the 
core • shell structure etc which was formed with 
the other resin , or, itis good even with the 
nonwoven fabric which the olefin fiber and the 
other fiber the blend is done as the core layer 
but. As for the lamination plane of the 
thermoplasticity ur ethane film, the thing which 
is constituted with the fiber which by all means 
includesthe polyolefin fiber is necessary . 
This is the polarity of the polyolefin fiber 
by administering the corona discharge treatment 
because which the activation is done. 

[0011] And as the suitable production method of 
these nonwoven fabric , it is good with whichever 
of the wet method , the dry method , the spun I ess 
and the spun bond furthermore the melt blowing 
method etc, but in order a flexibility on the 
required property of the «f inal product and 
something where the texture is superior to be, the 
spun I ess and the spun bond are ideal. 

[0012] Furthermore, in order to utilize the 
elasticity of the ur ethane resin , as thoughalso 
the nonwoven fabric is the spun I ess and the 
melt blowing , the longitudinal direction and the 
transverse direction at least those where the 
drawing recovery ratio at the time of the 50% 
drawing becomes the 70 X or higher in the one 
direction are desirable as the sheet . 

[0013] Next, the extraction it does the 
thermoplasticity ur ethane resin first in the film 
the production is donethe laminated sheet as 
the method which in the the present invention , 
while being the molten state , the nonwoven fabric 
and the lamination * pressure bonding it does, 
but in this case it is necessarybeforehand to 
administer the corona discharge treatment to the 
lamination plane of the aforementioned ur ethane 
film of the nonwoven fabric surface . As the 
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method which administers the said corona 
discharge treatment , at this time the high 
frequency andthe high voltage the imprinting 
are designated as with the counter electrode 
dielectric roll which the electrode which the 
insulating is done the ground contact is done 
through the nonwoven fabric , the corona 
discharge is made to cause, it is the improvement 
to do the nonwoven fabric surface with this 
corona discharge . There is a IGBT (insulated gate 
biporan transitor) system, a spark gap system, a 
vaccum tube system and a solid state system etc, 
as the corona discharge treatment equipment which 
is used for this process . but regard ingth is 
invention it is good with whichever of these 
systems, especially isnot limited. And the 
lamination plane of the thermoplasticity ur ethane 
resin film the process it does the corona 
discharge treatment surface of the nonwoven fabric 
at least, if is, the one surface , it is good 
both surfaces whichever. Furthermore the corona 
discharge treatment to the nonwoven fabric it 
administers the process one time retracts and 
the thermoplasticity urethane resin film and the 
lamination ■ pressure bonding is possible to 
dobeforehand and after the lamination ■ pressure 
bonding immediately beforedoing, the corona 
discharge treatment it is possible to do on the 
online . The strength of the corona discharge 
treatment especially isnot limited, but the 
extent whichdoes not impair the texture of the 
nonwoven fabric is desirable. 

[0014] In addition, the partially it administers 
the said corona discharge treatment , or the 
partially changesthe strength of the corona 
discharge treatment and the provision does 
strength, the moderate texture , it is possible as 
the laminated sheet entirety the 
thermoplasticity urethane film and by the 
lamination * pressure bonding doingwithout 
impairing the adhesion strength , to make the 
flexibility improve. Here putting. The partially 
process is adnini stored with, The interval 
between the corona discharge electrode is taken 
concretely largely. Or the method which does 
the on/off of the conducting electricity . to the 
electrode intermittently to be, As the example . 
the corona irradiation surface may be the stripe 
and the lattice , inaddition to seem the random 
way is possible, as for main point the adhesion 
point the above the 1 site exists inside the 25 
mm and as for the and the adhesion area it is 
desirable for the 20 % or higher or the adhesion 
strength to beabove the 20g/ inch width . When 
and, the adhesion point is under the 1 site 
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and. the adhesion point is under the 1 site 
inside the 25 nm , in additionwhen the adhesion 
area is under the 20%, when furthermore the 
adhesion strength is underthe 20g/ inch width , 
the adhesion strength becoming insufficient 
together, it is notrecofrnrended to that it makes the 
laminated sheet of the objective . In addition, 
the lamination it does the nonwoven fabric and 
the aforementioned urethane film which administer 
the corona discharge treatment , the partially 
pressure bonding doing with the hold down roll 
the pressure bonding it does at the time of, for 
example with the embossing roll the texture is 
improved by the thing which it grants strong * 
weakness in the adhesion strength . 
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[0015] 

[Work or Operations of the Invention] In the above- 
mentioned the present invention to the 
thermoplastic ity urethane resin film , The 
nonwoven fabric which consists of the polyolefin 
fiber which beforehandadministers the corona 
discharge treatment to the lamination plane the 
lamination ■ pressure bonding is done as for the 
laminated sheet , The surface of the nonwoven 
fabric the activation being done by the corona 
discharge treatment to the nonwoven fabric aspect 
which consists of the polyolefin fiber the 
surface tension does the decrease , the both 
forms the so-called point bonding aspect the 
thermoplastic ity urethane resin film and the 
pressure bonding where this is the molten state 
by be i ng done, i s thought the th i ng wh i ch possesses 
the result moderate stretchabi I ity and the 
texture which is superior. In addition, 
furthermore it is possible by the partially 
administering the corona discharge treatment to 
the aforementioned nonwoven fabric surface, or 
the provision does strong * weakness in the 
corona discharge treatment and the film and the 
partially pressure it does the nonwoven fabric 
which is administered the pressure bonding - 
lamination or the pressure at the time, changes 
pressure bonding power, to improve the texture 
of the laminated sheet . And, Regarding the 
production of this laminated sheet , Because 
there is not a thing which the adhesive is 
used in the joint surface , the simplification 
on the step it is done together, The hardening 
phenomena of the sheet due to the anchoring 
effect to on the nonwoven fabric surface due 
tothe adhesive or the resin whi le possessing 
the texture and the drawing recover abi I ity 
whichare superior without happening, the adhesion 
makes firm by the mutual pressure bonding of the 
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polarity nonwoven fabric and the melt ur ethane 
sheet due to the corona discharge treatment , the 
synergistic effect is shown. 

[0016] 

[Working Example(s)] The below . furthermore the 
the present invention concretely is explained in 
detail onthe basis of the Working Example . 

[0017] (Working Example 1) The extrusion it does 
the thermoplasticity ur ethane resin ( tradename 
"Elastran^118QA / ' Takeda Badische corporation 
make) in the film of the thickness 30 vm 
making use of the T-die extruder and the one 
surface under the molten state and the 
lamination the nonwoven fabric of the spun I ess 
of the polypropylene (PP) fiber of the 
apparent weight 30g/m 2 which the corona discharge 
(IGBT system) process is made the surface 
beforehand at discharge quantitative 400W/m 2 • 
amount the lamination ■ pressure bonding it does 
with the nip roll and the lamination does . 
The adhesion strength of the laminated sheet 
which is obtained by the above-mentioned 
production method .each property of the drawing 
recovery ratio and the texture etc at the time 
of the 50% drawing the measurement was done, the 
result was shown in the Table 1 . 

[0018] Furthermore, As for measurement method of 
property value , As for the adhesion strength the 
standard doing in the J IS K 6256, to do. The 
clamp interval 10cm, the 5cm drawing making use 
of the tensile tester , after 1 minute leaving 
with the 50 mVmin the relaxed obtaining, the 
measurement doing the residual elongation (a mm ) 
with the time point where the stress becomes 
the 0 with the stretching speed 50 mm/min .making 
use of the test piece of the width 2. 5 cm and 
the length 14cm it sought the drawing recovery 
ratio at the time of the 50% drawing , with the 
below Formula . 

[0019] 

[Mathematical Formula 1] 

Drawing recovery ratio (%) = (1- (a/50) ) X100 

[0020] In addition, as for the texture test 
depending * the optimum , the satisfactory and 
theX the display it did 0 in the feel by the 
hand as the 3 step of the poor . 

[0021 ] (Working Example 2) The thermoplasticity 
ur ethane resin ( tradename "Uul.act caik£b885fc' 
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Japan Milactoran corporation make) to use. In the 
same way as the Working Example 1 making use of 
the T-die extruder in the film of the thickness 
20 ^m the extrusion to do, The lamination • 
pressure bonding doing the nonwoven fabric of 
the spun I ess of the core-sheath structure which 
this film one surface and the lamination 
designates the polyethylene (PE) of the apparent 
weight 4Qg/m 2 which the corona discharge (IGBT 
system) process is made the surface beforehand at 
discharge quantitative SOOW/m 2 -min as the 
sheath material between the molten state , 
designates the polyester (PET) as the core 
material with the nip roll . the lamination it 
is. The laminated sheet which is obtained by the 
above-mentioned production method did the 
property Evaluation in the same way as the Working 
Example 1, showed the result in the Table 1 . 



[0022] (mmi3 ) USA 1 -emwzt mm®®*! 

*©BBt *fr^*i«HB*-&*ffll=T«>ttBS3 o ow 

/m 2 ■^□Pttel(IGBTjJ) ffiSL/cittS 
3 0g/m 2 ©TKU^PtfUV (PP) 8tt*U4&>i/< 



[0022] (Working Example 3) That it used with the 
Working Example 1, the extrusion it does the 
similar thermoplast icity urethane resin inthe 
film of the thickness 30 urn , the both surfaces 
and the respective lamination the lamination • 
pressure bonding it does the nonwoven fabric of 
the spun I ess which consists of the polypropylene 
(PP) fiber of the apparent weight 30g/m 2 which 
the corona discharge (IGBT system) process is 
made the surfacebeforehand at discharge 
quantitative SOOW/m 2 ■ min in the both surfaces 
of theaforementioned film with the nip roll and 
the lamination does . The laminated sheet of 
the 3- layer structure which is obtained by 
description above did the property Evaluation in 
the same way as the Working Example 1, showed the 
result in the Table 1 . 



[0023] (sttfiu ) mmm i vmwzt eh»6>sh 

OW/m 2 '»t'(S5mm, Wm 5 mm tZ&hlStWX 
h5-f ^ttftaa^-ttS ( l GBTSS) JBS*16LfcB 
tt53 0g/m 2 <DPPaHl(7)X/OU-X©^«*t* 

tt»tf*firl\ *0>eSliS MZTfkLtz. 



[0023] (Working Example 4) That it used with the 
Working Example 1, the similar thermoplast icity 
urethane resin in the film of the thickness 30 
the extrusion to do, The one surface and 
the lamination under the molten state the 
lamination • pressure bonding doing the nonwoven 
fabric of the spun I ess of the PP fiber of the 
apparent weight 30g/m 2 which on the surface 
beforehandat discharge quantitative 400W/m 2 - min 
administers the corona discharge (IGBT system) 
process tothe stripe of the machine direction 
in every width 5 rrm and the interval 5mn with 
the nip roll .the lamination , it did the 
property Evaluation in the same way, showed the 
result in the Table 1 . 



[0024] (Sims) mmi2X'mwztftm<D®T$ 



[0024] (Working Example 5) That it used with the 
Working Example 2, the similar thermoplast icity 
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urethane rosin in the film of the thickness 30 
um the extrusion to do. Between molten state 
this film one surface side, on the lamination 
the PE of the apparent weight 40g/m 2 which 
beforehand administers the corona discharge (IGBT 
system) process to the surface at discharge 
quantitative SOOW/m 2 • min the sheath material to 
do. The square in one edge 5 mm angle being the 
10 mn gap between the center as the hold down 
roll with the nonwoven fabric of the spunless 
of the core ■ shell structure which designates 
thePET as the core material , the pressure 
bonding doing with the embossing roll which 
becomes the convex condition , the lamination , it 
did the property Evaluation in the same way. 
showed the result in the Table 1 . 



[0025] (Jtttfll ) HffiflJl ICJSIVC 
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[0027] 
[Si] 



[0025] ( Comparative Example 1) In the Working 
Example 1. in the nonwoven fabric in case of the 
corona discharge untreated it did other thanin the 
same way as all Working Example 1. showed the 
result in the Table 1 . 

[0026] ( Comparative Example 2) In the Comparative 
Example 1, other than designating the thickness 
of the thermoplastic resin film as the70 pim , it 
did in the same way as all Comparative Example 1. 
showed the result in the Table 1 . In this case 
because of the adhesion due to the anchoring 
effect where the film sinks to the nonwoven 
fabric the adhesion strength is strong, but the 
drawing recoverabi I ity the deterioration texture 
wasbad. 

[0027] 

[Table 1] 
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[0028] As though it shows in the Table 1 . the 
laminated sheet of the Working Example 1 to 5 of 
the the present invention in each case both the 
drawing recovery ratio and the texture at the 
time of the adhesion strength andthe 50% drawing 
is the satisfactory . 

[0029] Regarding the Comparative Example 1,2 which 
does not administer the corona discharge treatment 
vis-a-visthis. the thermop last ic resin fi Im and 
vis-a-vis the lamination plane of the nonwoven 
fabric which the lamination is done the both 
stand was difficult in the drawing recovery ratio 
at the time of the adhesion strength and the 50% 
drawing and the point of the texture , it could 
recognize the action of the corona discharge 
treatment in the the present invention 
sufficiently. 

[0030] 

[Effects of the Invention] According to the 
laminated sheet of the the present invention . the 
firm adhesion strength , the balance ofthree 
characteristic aspects of the drawing recovery 
ratio and the texture is the satisfactory , as 
the application of the especially this kind 
laminated sheet etc the effect which issuperior 
vis-a-vis the required property of the 
flexibility andthe texture is shown. In 
addition, because as for the production step 
which the adhesive is not used being simple, 
you can obtain the laminated sheet which the 
adhesion makes firm furthermore without impairing 
the texture of the urethane f i Im intr insic 
stretchabi I ity and the nonwoven fabric . 



02) »B* A* a 



Continuation of front page 



(72) Inventor Yagi Akira 

Hyogo Prefecture Kako-gun Inami-cho 
Rokubuichi Aza Lien i no ike 1176 



The inside of Toyo Tire & Rubber Co. 

Ltd. Hyogo business place 



ISTA's ConvertedKokai (tm), Version 1.2 (There may be errors in the above translation. ISTA cannot 
be held liable for any detriment from its use. WWW: http://www. intlscience.com Tel : 800-430-5727) 



P. 



FISCHER_C 
Willow Lake Technical Forum 



Forum: Patents 
Top i c : Nonwovens 

Derwent Class: A81; D22; G03; A18; A96; 
Int Pat Class: C09J-125/02; C09J-153/02 



Record - 11 




age 12 



DIALOG (R) File 351: DERWENT WPI 
(c)1997 Derwent Info Ltd. All rts. reserv. 

011104364 WPI ACC No: 97-082289/08 
XRAM Ace No: C97-026469 
XRPX Ace No: N97-068152 

Laminated sheet for diapers - comprises laminated nonwoven polyolef in 

fibres and thermoplastic urethane resin film 
Patent Assignee: (TOYF ) TOYO RUBBER IND CO LTD 
Number of Patents: 001 
Number of Countries: 001 
Patent Family: 

CC Number Kind Date Week 

JP 8323930 A 961210 9708 (Basic) 



Priority Data (CC No Date) : JP 95100706 (950331) 
Applications (CC,No,Date) : JP 95203800 (950717) 
Abstract (Basic) : JP 08323930 A 

A laminated sheet is obtd. by (1) laminating (A) nonwoven fabric 
composed of polyolefin fibres and (B) thermoplastic urethane resin film 
with the corona- treated face of the fabric (A) facing the film (B) and 
(2) pressing the obtd. laminate. 

USE - As sports clothes or diapers. 
Dwg.0/0 

Derwent Class: A94 ; D22; F07; P73; 

Int Pat Class: B32B-027/12; B32B-027/40; B32B-031/20; B32B-031/30; 
C08J-007/00 



Record - 12 



DIALOG (R) File 351: DERWENT WPI 

(c)1997 Derwent Info Ltd. All rts. reserv. 

011103423 WPI Acc No: 97-081348/08 

XRPX Acc No: N97-067424 *Image available* 

Mat and diaper for excrement processing used by e.g. seriously ill 
patient and bedridden elderly person - has recess which engages to 
crotch of user e.g. patient when its lower back body is laid on mat 



*** Confidential Property of H.B. Fuller Co. *** 



